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(54) Multi-axis bevel and hypoid gear generating machine 



(57) A computer controlled machine for forming lon- 
gitudinally curved tooth bevel and hypoid gears having a 
minimum number of movable machine axes for setup 
and operation. The movable axes include three rectilin- 
ear axes (X, Y and Z) and three rotational axes (T, W and 
P). The rectilinear axes are arranged in mutually orthog- 
onal directions. Two of the rotational axes (T and W) pro- 
vide for rotating tools (26,27) and work gear (42,43), 
respectively. The third rotational axis (P) provides for 
adjusting the relative angular orientations of tool axis (T) 
and work axis (W). Pivot axis (P) is positioned with 
respect to both tool axis (T) and work axis (W) at fixed 
inclination angles. A method of operating the computer 
controlled machine provides for controlling the movable 
axis (X, Y, Z, T, W and P) in response to setup and oper- 
ating parameters of conventional bevel and hypoid gear 
generating machines. 
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Description 



Barfraround of Invention 

The invention relates to machines and methodstor generating longitudinally curved tooth spaces in bevel and ^ 
gears In particular, the invention relates to computer numerically controlled bevel and hypo.d gear generating machines 
and methods whereby a reduced number of movable machine axes are provided for setup and operation. 

rielontext of the present invention, the phrase "bevel and hypoid" is understood to mean e*,er 
gears because of a lack of agreement in the art concerning the use of either term (bevel or hypoed) as generic to the 
other.According.y,whetherbe^ 

contemplates machines and methods for forming longrtudinally curved tooth surfaces of erther or both gear W>es 

Zhinesfor generatingbevel and hypo^^ 
which permits the tools to represent a mating gear member in mesh with a work gear be.ng P^^orexamp^ t 
is understood in the art that if both members of a mating pair of work gears are separably rnanufartu ed wrth too s 
representing complementary theoretical generating gears inmesh with each work gear member, the manufactured work 
gears will mesh properly with each other. . 

According to usual practice, tooth surfaces of one or both members of a mating work gear pair are manufactured 
by a relative rolling process with a tool as though the work gear were in mesh with a theoretical generating gear repre- 
sent *e°oo?^^^ generating processes, however, are quite time consuming and it is often preferred to generate 
oTy one member of a gear pair. For example, many bevel and hypoid gear pairs used in automotive app ,.,c^0£ *e 
manufactured according to a process in which tooth surfaces of a first gear member (usually a r ng gear)^ are i formed 
Snout generation (i.e. the tool is oriented to represent tooth surfaces of a stationary theoretical gear and work gear 
Sh spaSs adopt the form of tooth represented by the tool) and the tooth surfaces of the other gear member (usually 
T£S!7e generated using a tool w?ich is oriented to represent tooth surfaces of the first formed gear member ,n 

^:XsVZ^Xo types of gear making machines have evotved for producing different mergers ;« 
workgear pairs whereonlyonememberofthepairrequiresgeneration. Those machines wh.ch are arranged to represent 
the rolling notion of a theoretical generating gear in mesh with a work gear ^f raX] ^^! r ^ a 
hose machines which are arranged to represent a stationary theoretical gear are referred to as non-generating 
machine? Generating machines are required to impart additional motions and. therefore, are much ^e complied 
Z expensive than non-generating machines. A significant cost savings is associated wrth the use erf ^s ^ns^e 
non-qenerating machines to produce one member of each gear pair. Generating machines may be used to manufacture 
nonSneStooth gears but non-generating machines do not include required settings and controls to manufacture 

tS ™^T*Sm gear generating machines include a machine base and separate supports resting on the 
base for mounting a work gear and a rotating tool. The tool support is arranged to cany a rotary tool .n a "lanner which 
represents a theoretical generating gear positioned to mesh with the work gear. A machine cradle .s journaled .n the 
Ss^ortsotTat its ax* of rotaTn repents the axis of the theoretical generating gear. A retool hj^sto* 
removing surfaces which represent one or more teeth in the theoretical generating gear, is supported on the front face 
of the cradle. In particular, the rotary too. is mounted on a tool spindle which is journaled in a tilt ™«* 
the cradle. The tilt mechanism is used to adjust the angular position of the rotary tool axis wrth respect to the cradle , axe 
so that the stock removing surfaces of the tool are oriented to appropriately represent the position of gear teeth on the 

" tS^SS^ generally includes means for adjusting the mounting position of the work gear so that the 
workgearvvillfLomeXvith^ 

for rotation in the work support and means for rotating the work gear interconnect with means for rotating ithe ^machune 
cradle so that the work gear may be rotated in a timed relationship with the rotation of the cradle. Tooth ^es are 
generated in the work gear by imparting a relative rolling motion between the tool and work gear as though the work 
gear were in mesh w^another gear member (i.e.. the theoretical generating gear) having an axis of rotation^-ncdent 
with the machine cradle axis and mating tooth surfaces represented by the stock removing surfaces of the toot 

The rotary tool may be a/ranged to represent a single tooth in a generating gear or may .nclude a number of stock 
removing surfaces which are specially positioned on the tool body for timed rotation with the work gear to represent a 
generating gear with a plurality off teeth. . , % . ^ 

-IntermLrtindexi^ 

tooth of a generating gear. According to the known practice of intermittent indexing, each successive tooth space .s 
Smed one fatatimeuntil all of thedesired number of tooth spaces are formed in me vvork gear. For e^ 
motions in which the tool is rotated about the cradle axis in a timed relationship with work gear rotation are performed 
independently for each tooth space. 
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A second well known gear making process, known as "continuous indexing", uses a rotary tool arranged with a 
number of stock removing surfaces which are positioned on a tool body to represent a plurality of teeth on the generating 
gear. According to this known practice, the work gear is rotated in a timed relationship with the rotation of the tool so 
that all of the tooth spaces in the work gear are collectively formed. Required generating motions are superimposed on 
5 this timed relationship so that an additional amount of work gear rotation is imparted in a timed relationship with machine 
cradle rotation. Since all of the work gear tooth spaces are treated collectively, only a single rotation of the tool about 
the cradle axis through the space of one tooth of the theoretical generating gear is required to completely generate all 
work gear tooth surfaces. 

A discussion of the basic machine requirements of bevel and hypoid gear manufacture is found in Chapter 20 of 
10 Gear Handbook. The Design. Manufacture, and Application of Gears. Darle W. Dudley, Editor, Copyright 1962 by 
McGraw-Hill, Inc., Library of Congress Catalog Card Number: 61-7304. Pages 1 through 1 1 of the cited chapter entitled 
"Bevel- and Hypoid-Gear Manufacture" are hereby incorporated by reference for purposes of indicating the background 
of invention and illustrating the state of the art. 

For purposes of additional background, it may be appreciated that for a number of years, advances in the computer 
75 and electronics industry have been routinely applied to machine tools. In fact, most state-of-the-art machine tools now 
include some sort of computer control. Such machines are referred to in the industry as computer numerically controlled 
machines or "CNC" machines. It is well known, for example to use computers to control both machine operation and 
setup. Computers also enable a series of machines performing separate functions to work together in a system to perform 
many different operations on work pieces and to produce a number of different work pieces without requiring substantial 
20 manual intervention. 

Although conventional bevel and hypoid type gear generating machines have been recently fitted with computer 
controls, mainly for monitoring and controlling machine operation, much of the set up of these machines still requires 
manual intervention. For example, U.S. Patent 3,984,746 discloses a "master-slave" servo-system for replacing certain 
gear trains in a conventional bevel and hypoid gear generating machine which control relative machine motions during 

25 use. However, much of the setup of the modified machine still requires substantial manual intervention. 

Conventional bevel and hypoid gear generating machines (i.e., those described in the above-referenced Gear Hand- 
book) require nine or more machine settings (also known as "setup axes") for appropriately positioning the tool with 
respect to the work gear. These settings include: (a) an angular setting of the cradle, (b) three angular settings of the 
tilt mechanism, (c) a rectilinear feed setting between the tool and work supports, (d) a rectilinear setting of work gear 

30 height above the machine base, (e) an angular setting of the work gear axis, (f) a rectilinear setting of the work gear 
along its axis, and (g) for certain cutting methods, relative settings of the rotational positions of the tool and the work 
gear. These settings are difficult to make to required accuracy and are time consuming. Most of these settings are 
accomplished manually because the large number of settings and their often congested locations render computer 
control of these settings extraordinarily complex and/or prohibitively expensive. 

35 For example, known tool tilt mechanisms on bevel and hypoid gear generating machines are associated with a 
number of particularly difficult settings. These settings are made to incline and orient the tool axis with respect to the 
cradle axis so that the stock removing surfaces of the tool are positioned to appropriately represent tooth surfaces of 
the theoretical generating gear. Three coordinated settings known in the art as "eccentric angle", "swivel angle" and "tilt 
angle" are usually required for this purpose. 

40 The tool drive which acts through the tilt mechanism also involves an extraordinary amount of complexity. This drive 
is required to impart rotation to the tool at variable angular orientations and positions with respect to the cradle axis. 
Thus, both the complex settings of the tool tilt mechanism and the tool drive at variable orientations take place within 
the space of the machine cradle which is itself rotatable. 

Accordingly, machine cradles tend to be quite large and cumbersome. The diameter of the theoretical generating 

45 gear represented by the tool support is also substantially determined by the diameter of the machine cradle. For example, 
a 60 centimeter diameter cradle may be required to support a rotary tool in position to represent tooth surfaces of a 30 
centimeter diameter theoretical generating gear. Machine cradles are difficult to manufacture and mount to required 
precision, and account for a significant portion of the size, weight and cost of conventional gear generating machines. 
An alternative configuration for a bevel and hypoid gear generating machine which operates according to a different 

so method is disclosed in U.S. Patent 4,565,474. This machine uses a CNC system for controlling both setup and operation. 
However, at least nine movable machine axes are still required for forming both flanks of longitudinally curved tooth 
spaces in bevel and hypoid gears. The large number of movable machine axes are expensive and difficult to control to 
required precision. 

Further, this known CNC arrangement of machine axes is not considered appropriate for representing the conven- 
55 tional enveloping action of tooth surfaces of a theoretical generating gear in mesh with a work gear. The known CNC 
arrangement operates according to limit conditions in which the tool sweeps a cutting path in the form of a surface of 
revolution which is moved parallel to a plane of action of the work gear intersecting that plane at a f ixed depth. In contrast, 
tooth surfaces of the theoretical generating gear are moved with respect to the plane of action with an angularity which 
differs between opposite tooth sides of the generating gear, and this enables a single tool to form both flanks of a tooth 
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space in work gears. Also, the tooth surfaces of the theoretical generating gear penetrate the plane of acbor 
depth to generate tooth surfaces in the work gear by envelopment. Penetration of the plane of acton at a fccec I dep* 
resuls in the same line of intersection with the tool being used to form work gear teeth as a ruled ^^e^sof 
asinglelinemovedinspace).Thisl^^ 

pS by the conventional machine motions representing the rolling motion of a theoretical generating gear .n mesh 

with a work gear. . . 

Another important consideration which relates to the generation of longitudinally curved tooth bevel and hypoid 
gears is the determination of appropriate setup and operating parameters for such generating ma *^^use of 
the complexity of tooth surfaces formed by conventional bevel and hypoid generators, such tooth surfaces depend for 
geometrLefinrtion on demotions which are used to produce ttiem. That is, al^ 

may be specified such as tooth numbers, pitch angle, etc.. the equations which are used to define beveL and hypori 
tooth surfaces are the motion equations of generating machines. Since tooth surfaces are not defined 
machine motions, the design of tooth surfaces isoften an iterative type process known in theart as development. Much 
know-how has been accumulated, particularly in the form of computer software, for developmg tooth surfaces by appro- 
priate adjustment of conventional bevel and hypoid generating machines. 

It may now be appreciated that much of this accumulated know-how would be of little use in controlling the operation 
of a machine which requires different input for controlling alternatively configured machine axes. An alternate , would 
be to specify as many detailed parameters of tooth geometry and mating charactenstics as possible and to perfo m a 
number of rterative calculations far determining appropriate machine responses to this ^™^ on J«^*-* 
Sine describedin the July 1983 issue of American Machinist magazine on pages ^through 88 entity Gene^ 
Gears Via Software," is described as operating this way. The publicized machine also appears to relate to the same 
machine disclosed in U.S. Patent 4,565.474. 

It may be appreciated, however, that the determination of appropriate machine settings and operating parameters 
based on general information of desired tooth geometry and mating characteristics corresponds to the above-m^entioned 
process of development. While rt may be practicable to add software to a CNC machine for determining requ, nM» 
for producing easily defined straight tooth gears, theaddftionalcorrplexityof longrtu^ 

gears particularly those which are produced by conventional generation, requires extenswe and completed develop- 
ments which would add considerable cost and complexity to a CNC system which otherwise is primarily re^onsiWe or 
Sling machine motions along prescribed paths. Further, little or no benefit would be denved *""^-"«" 
of know-how which relates desired tooth geometry and mating characteristics to conventiona machine WJJ^ 
particularly true of "higher order" modifications which are best expressed directly .n terms of known machme motions 
or the corresponding definition of a theoretical generating gear. . . . . 

In general known bevel and hypoid gear generating machines tend to be large, overly complex, "P™""* lack 
desirable versatility. Conventional machines include rotatable cradles and complex tilt mechamsms which add consid- 
er^ ^ size and weight to these machines. The size and design of work gears which can be ^ccommodat^ on 
such machines are also limited by the same structures. Alternatively, the gear generating r^^JSSS 
4 565 474 requires the use of separate tools for forming opposite sides of gear tooth spaces. In addition *° the cost of 
a second tool, considerable cost and convexity is added by the use of separate control mechanisms for adjusting the 
respective positions of the two tools. Further cost and complexity is added by the requirement for angular adjustment 
of We work gear axis. The method of U.S. Patent 4.565,474 is limited to the generation of ruled tooth surfaces. Such 
surfaces are considered inadequate for defining desired longrtudinally curved tooth ^rfaces ; o ™J % ™ 
enveloping process of a work gear in mesh with a theoretical generating gear. The method of U.S. ^"^65 474 js 
also not appropriate for continuous indexing operations or the generation of one member of a pair with a tool arranged 
to represent the other gear member of the pair. 

ioth conventional bevel and hypoid gear generating machines as well as the CNC machine of US. Patent 4.^74 
include nineormoremovable machine axes for setup and operation. Cftoese. me rrostdiff.^ 
arerotational axesfor adjusting therelative angular orientations of the tool and workgear axes. l ^ 0 ^ l0na, ^ C n h ' n .f J 
it is necessary to adjust an angular setting of the work gear axis and three angular settings of the too ax,s. Even rf the 
machineofUS.Patem4.565.474isarrar^edtoformonlyasinglesideofatoo^ 

machine axes must be controlled which include among them the independent angular adjustment of both the tool axis 
™d worf^ear axis. In addition, a "nutotable-spindle machine head" is suggested for mounting tools appropriate to 
forming longitudinally curved tooth spaces. Separate means are required for adjusting the angular portions of the tool 
and work gear axes and for controlling the rotational movement of the tool axis about an ax.s of osc.llat.on withm the 
machine head. 



Summary of Invention 



The present invention is concerned with a novel gear generating machine and method of use which apply the con- 
ventional principles of gear cutting and grinding in an entirely new way. The machine configuration is greatly simplified 
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with respect to bevel and hypoid gear generating machines of the prior art and is readily adaptable to computer controls 
for automatically setting up and operating the machine. 

The machine of the present invention is arranged for controlling the relative positions of the too! axis and work gear 
axis using a minimum number of movable machine axes. According to the usual practice, the tool and work gear are 

5 each rotatable about their respective axes. However, in contrast to known bevel and hypoid gear generating machines, 
only a single pivot axis is used for adjusting the relative angular positions of the tool and work gear axes for setup and 
operation. Three additional axes are provided for adjusting the rectilinear positions of the tool and work gear. 

The significance of this important reduction in movable machine axes may be appreciated with reference to con- 
ventional non-generating machines. It is possible to arrange the generating machine of the present invention with no 

10 additional movable axes over those ordinarily used on non-generating machines. In other words, the additional cost and 
complexity associated with such movable structures as machine cradles and tilt mechanisms has been obviated. Further, 
this reduction is of a type that does not require the use of multiple tools and pivot axes or any limitations to the method 
of generation. 

Although six axes of relative movement between the tool and work gear are ordinarily required for purposes of setup 
15 and operation, only five axes of movement are timed with respect to each other during intermittent indexing operations. 
These are (a) movement along three rectilinear axes, (b) angular movement about a single pivot axis and (c) rotational 
movement about the work gear axis. Continuous indexing operations, however, require timed relationships between all 
six movable axes. In addition to the just-mentioned axes associated with intermittent operations, continuous indexing 
operations also require interdependent control over the rotation of the tool about its axis. 
20 The present invention also provides that the same controlled axes of machine motion are used for purposes of both 
setup and operation. Thus, with respect to known bevel and hypoid gear cutting machines the total number of movable 
machine axes used for purposes of setup and operation is reduced from nine or more to only six. This reduction enables 
the machine of the present invention to be readily equipped with computer numeric controls for automating machine 
setup and operation. In addition, despite a reduction in the total number of setup axes, the machine of the present 
25 invention has increased versatility. For example, the machine of the present invention is intended for producing a wider 
range of work gear sizes and designs having more possibilities for developing the exact tooth surfaces which may be 
desired. 

The relationship of a theoretical generating gear in mesh with a work gear is maintained in the present invention by 
a single angular adjustment between the tool and work gear axes in combination with relative rectilinear movements 

30 between the tool and work gear axes along three rectilinear axes and rotational movement of the work gear about its 
axis. In the case of continuous indexing operations, rotational movement of the tool about its axis is also controlled. 
Either the tool axis or the work gear axis may be positioned in a fixed angular orientation with respect to the machine 
and the axis of the theoretical generating gear may be allowed to vary in angular orientation with respect to the machine 
base to maintain the desired relative rolling relationship between the tool and work gear. For example, the tool axis may 

35 be mounted in a fixed angular orientation with respect to the machine and the position of the theoretical generating gear 
axis may be instantaneously defined in virtually any desired angular setting with respect to the tool axis and maintained 
in this relative angular setting by relative motions of the tool and work gear axes. 

A range of relative angular orientations between the tool and work gear axes is provided by positioning the pivot 
axis at particular inclinations with respect to the tool and work gear axes. For purposes of both setup and operation, 

40 both the tool axis and work gear axis are maintained at fixed inclinations with respect to the pivot axis. The inclinations 
are measured as included angles between directed line segments associated with the pivot axis and each of the tool 
and work axes. The maximum angular separation between the tool and work gear axes is determined by the sum of the 
respective angles of inclination each of these axes makes with the pivot axis. The minimum angular separation between 
the two axes is determined from the absolute value of the difference between the same respective angles. 

45 It is preferred that the respective fixed angles of inclination the tool and work gear axes make with the pivot axis are 
each equal to ninety degrees. By positioning the pivot axis perpendicular to both the tool and work gear axes, a sub- 
stantially unlimited range of angular variation between the tool and work axes is possible. Further, the amount of angular 
relative travel of either axis about the pivot axis for achieving a given angular separation is minimized. 

It is also preferred to position the pivot axis so that rt intersects both the too! and work gear axes in a position along 

so the work gear axis which can be selected to minimize travel requirements of the remaining rectilinear axes. For example, 
the pivot axis may be selected in the vicinity of a given work gear. 

According to one version of the present invention, the novel machine includes the traditional features of a machine 
base and work and tool supports mounted on the base. The tool support includes a carriage which is mounted on slides 
formed in the base to permit movement of the carriage along the width of the base. A tool head is carried on slides 

55 formed in the carriage to permit movement of the tool head vertically with respect to the base, and a tool spindle is 
journaled in the tool support for mounting and rotating a tool about its axis. 

The work support includes a table which is mounted on ways formed in the base to permit movement of the table 
along the length of the base. A work head is mounted on arcuate ways formed in the table to permit angular movement 
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of the work head about a pivot mounted in the table, and a work spindle is journaled in the work head for mounting and 

^tetrmovTments of the tool and work gear along the specified axes are controlled » 
essoc^wZach of theaxes. One group of drive motors is provided for irnparting relative rect.lmear motions 

EES^ hSSlno th!ee mutually orthogonal axes. These motions include movement of the ^carnage 
I™ ih^kflh of he base movement of the tool head vertically of the base, and movement of the work table along 

*™ ™*™ is p rovided for imparting rotation to * e •"V*? *£ 

SS?A serrate motorT?.so provided for controlling the angular position of the work head on the work table wrth 
S'to^su^ 

3S the roSy tool and the work gear Mills the kinematic requirements of a theoretical generating gear ,n mesh 

"* ItTs rSorS'to note that the known functions of the machine cradle and tilt mechanism have not merely been 
replaced Sim which independently perform the same former functions, but that wholly, » eoort- 
SSmotions are provided along and about the geometrically defined machine axes to -PP^^T^" 1 
to the work aear in a manner which continues to represent a theoretical generatng gear in mesh wrth the work gear 

i« iSS , te» or the base may be used to represent the former arcuate motions of the tool about a cradle axis, such 
L Je a^ate mSon^ZJ annate* position the too. spindle for most purposes of the present , nventon An 
ST in tZTn^nces in which theTheorefica. generating gear was formerly defined by some measure of M «j* 
Se arcuate motion reproduced by the combined rectilinear moBons ol Ihe tool carna^ ™ 11* ^ «« 
an^o^^^^ 

Z .Wnematic requirements between the theoretical generating gear arc! work geaO^ ^ 
SenSoMneZbS 

virtually any curvilinear path which may be required. . . .. . tfV , th e, ]rfaces 

Instead of inclining the tool axis with respect to a fixed cradle axis to achieve a desired onentat.on of tooth surfaces 
on a ZSu generating gear in accordance with conventional teaching, the present invention provides fa r speaaHy 
^Lr^or^Seen the tool and the work gear to define a desired orientation of the generating gear axis wrth reaped 
^SSt^S^S^^^ the too. axJs or work gear axis. Although the tooth surfaces of the theoretical 
oene So «S r^ep^ed in the plane of tool rotation, include afixed angular orientation with respect to the machine 
S^^^Sm b^MI^ the present invention provides for a substantially un mited variation in 
ST^Sa^M surfaces on the theoretical generating gear by modifying the anguar powdta 
Generating 

f^n^riTLte tn comb nation with the relative rectilinear movements between the tool and work and rotational 
2R5 SS^SSuTS axis may be used to define a substantially unlimited variation in the relative 
IM surtais on the theoretical generating gear having an axis of rotation which vanes ,n angular onen- 

^^ngT^ 

anauCorientation oferther the tool axis or work gear axis. The selected axes for controlling the relative positions of the 
tTand^ 

b rttS, ted by relatively moving the tool and work gear in the same kinematic relationship whereas either the tool 
work W aX the prLnt invention is fixed in angular orientation wrth respect to the machine base 
"may aporiiaS for example, that if the tool axis of the present invention is positioned at a fixed onerrtation 
wheeaTmetS 

me to?a2 woTk gear are desired at the new fixed orientation, the work gear of the present invention must also be 

SSmaSe operation the relative orierrtations d the tcolarxJ work gear of conventional gear genera^ 

be r^eoTeserrted by new orientations of the tool and work gear wrth respect to the base of the new machine. 

y DlfZfeSet?eTeop^ation of known bevel and hypoid gear generating machines and the present M 

■ go ^^nSwian 5 certain machine control axes and the addition of others. Even Jose axes which are 

££irth common with conventional machines perform different functions. For example, alttjough rt is ^jntj 

continuous indexing operations to rotate the work gear inafixed ratio with r^ to * e ^ mrt J e t *^K 
continuous "™™s p «v additional incremental amount to accommodate movement of a 

5 S^u^eSons for set up purposes, it is an important feature of one version of the present invention^ that 
£ ^Stton of the work head is varied during operation to fulfill the kinematic poertioningrequ^rtsd 

r0te rt iS'so^nTn^oS feature of the present invention that input parameters associated with the setup and operation 
of ££££ Cid generating machines may be used to control the setup and operation of a machine 
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having a different configuration. In particular, the present invention provides for inputting a series of conventional oper- 
ating parameters and transforming this information by calculation into a form appropriate for specifying the required 
positions of differently configured machine axes. In this way, accumulated know-how concerning the development of 
tooth surfaces on conventional machines may be readily applied to the machine of the present invention. Other advan- 

5 tages include a great reduction in the number of machine calculations required to determine prescribed paths of motion 
for movable machine axes and the preservation of user familiarity with the parameters of machine setup and operation. 

A computer having a microprocessor is arranged to receive conventional input instructions interactively with an 
operator through a keyboard and CRT (cathode ray tube), or indirectly from a storage medium. The operation of the 
microprocessor and appendant devices is controlled by a computer program. The program also includes a series of 

10 instructions for transforming input information relating to the operating positions of a conventional generating machine 
into a form which specifies the required positions of each axis of the new machine. 

The transformation requires (a) the definition of a coordinate system for the new machine relative to the coordinate 
system of the conventional machine and (b) the application of well known mathematical techniques (e.g., matrix oper- 
ations, vector transformations and trigonometric functions) to reference the same relative positions of the tool and work 

15 gear in the coordinate system of the new machine. 

The coordinate system of the new machine may be defined, for example, by selecting one of the coordinate axes 
of the system at predetermined angular inclinations to both the tool and work gear axes coincident with a pivot axis of 
the new machine and defining the remaining orthogonal coordinate axes as desired with respect to horizontal or vertical 
orientations of the new machine. Preferably, the pivot axis is positioned perpendicular to both the tool and work gear 

20 axes, but other positions are possible so long as the maximum and minimum angular separation of the tool and work 
gear axes defined for the conventional machine falls within a range defined by the sum and difference of the angles of 
inclination formed between the pivot axis and each of the oriented work and tool axes. For further convenience, it is 
desirable to orient the rectilinear axes of the new machine coincident with the orthogonal coordinate axes defined for 
that machine. 

25 In particular, the tool axis and work gear axis of a conventionally arranged machine may be rotated together so that 
the one of the two axes which is to be positioned in a fixed angular orientation on the new machine also defines a 
predetermined angular inclination with a pivot axis of the new machine and the other of the two axes which is rotatable 
about the pivot axis defines, in positions of rotation about the pivot axis, a desired range of angular separation between 
the tool and work gear axes. Preferably, of course, both the tool and work gear axes are positioned perpendicular to the 

30 pivot axis. In that case, an orthogonal coordinate system may be conveniently defined with the pivot axis considered 
coincident with one of the new coordinate axes, and the remaining two orthogonal axes defined in the plane of angular 
movement about the pivot axis so that the fixed one of the tool and work gear axes extends in one of the remaining 
coordinate directions. The rectilinear machine axes may be arranged in each of the coordinate directions to minimize 
further calculations. In this way, the same relative positions of the tool and work gear on a conventional machine (i.e.. 

35 one having an angularly adjustable cradle axis, work axis and tool axis) may be represented by a different machine in 
which only the tool or work axis is angularly adjustable. 

A separate transformation is required for each increment of the generating motion of a conventional machine. These 
transformations may be calculated during operation or in advance of intended operations and stored for later use (e.g., 
in so called "look up" tables). Once the desired positions of the axes are calculated, control signals representing these 

40 calculated positions may be output from the microprocessor for controlling drive motors associated with each movable 
machine axis. In accordance with conventional practices of CNC systems, the actual positions of machine axes may be 
measured by encoders and the drive motors are controlled by the microprocessor to correct any differences between 
the actual and desired positions of associated machine axes. 

In contrast to conventional machines in which it is possible to easily imagine the rotation of a theoretical generating 

45 gear about a fixed cradle axis, the present invention provides for kinematically defining a theoretical generating gear 
whose axis may be oriented at any number of different positions which may vary during operation of the machine. 
However, by using the same input parameters as a conventional machine, the accumulated know-how relating to subtle 
changes in the position and orientation of tooth surfaces on a theoretical generating gear for developing exact work gear 
tooth geometry may also be applied to the machine of the present invention. 

so In addition, by eliminating the requirement of a machine cradle and complex tilt mechanism for control ling the angular 
orientation of the tool axis, the present invention provides for a much smaller and less complex gear generating machine. 
It is also important to note that in known gear generating machines only a limited range of tool tilt can be accommodated 
by known tilt mechanisms. The present invention, however, provides for obtaining similar effects on the geometry of 
manufactured tooth surfaces which are normally associated with such tool inclinations over a virtually unlimited range. 

55 Furthermore, virtually all of the motions, adjustments, and features provided on prior art gear cutting machines, many 
of which are arranged specifically to provide such features, may be accommodated on a single machine having a much 
simplified arrangement of work and toot supporting structures. 

The new machine configuration having a minimum number of CNC axes is also appropriate for positioning a tool 
with respect to a work gear in an orientation representing the first formed work gear of a pair. Further, it is important that 
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a single tool may be used to represent both flanks of theoretical generating gear tooth surfaces and to simultaneously 
form both flanks of longitudinally curved tooth spaces in bevel and hypoid gears. The tool may be either a cup type or 
flared cup type and may be either orbited or oscillated according to known practices for improving contact conditions 
during use without requiring any additional axes of motion. 

5 Although the machine of the present invention is intended primarily for the generation of longitudinally curved tooth 

bevel and hypoid gears, the machine may also be used to produce other gear types including non-generated bevel and 
hypoid gears and longitudinally curved tooth parallel axis gears. That is, even though the present invention may be best 
appreciated with respect to known bevel and hypoid type generating machines which embody the most complicated 
arrangements of movable axes for gear manufacture, the greatly simplif ied machine arrangement of the present invention 

10 may also be readily applied to the production of different gear forms and other less demanding applications. 

These and other features and advantages of the present invention will become apparent in the detailed description 
of the invention which follows. In that discussion, reference will be made to the accompanying drawings as briefly 
described below: 



15 Brief Description of the Drawings 

Figure 1 is a perspective view of the new machine configuration of the present invention; 
Figure 2 is a plan view of the same machine illustrated in Figure 1 ; 

20 

Figure 3 is a schematic depiction of the same machine with the movable structures of the machine greatly simplif led 
to better illustrate axes of machine movement; 

Figure 4 is a geometric construction which illustrates the relationship between inclination angles of tool and work 
25 gear axes with respect to a pivot axis and a range of angular separations between the tool and work gear axes; 

Figure 5 is a schematic depiction of the computer numerical control system which is programmable to coordinate 
movements of the new machine axes; 

30 Figures 6a and 6b are schematic flow charts of a computer program for determining desired positions of the machine 
axes; 

Figure 7 is a schematic front view of a conventional gear generating machine with important setup relationships of 
the known machine superimposed on the machine outline; 

35 

Figure 8 is a plan view of the same known machine including additional setup relationships required to establish 
the relative positions of the tool and work gear; 

Figure 9 is a partial view of Figure 5 showing an inclined axis of the tool in true length. 

40 

Figure 10 is in the same view as Figure 7 with the outline of the known machine removed to facilitate the addition 
of new geometric constructions for rotating the tool and work axes of the known machine into a new orientation; 

Figure 11 is in the same plan view of Figure 8 with the known machine outline removed but including the new 
45 geometric constructions particularly related to work gear position ; 

Figure 1 2 corresponds to the partial view of Figure 9 without the tool ill ustration but including the same new geometric 
constructions particularly related to tool position; 

so Figure 1 3 is in the same view as Figures 7 and 1 0 illustrating rotated positions of the tool and work gear axes in a 
new coordinate system; 

Figure 14 is in the same partial view of Figures 9 and 1 1 illustrating the new positions of the tool and work gear 
axes according to the present invention; 

55 

Figure 15 is a view of Figure 13 taken along a new coordinate axis and defining the new positions of the tool and 
work gear axes in a plan view of the new machine; 
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Figure 16 is a partial view of Figure 15 taken along the work gear axis and defining an incremental rotation of the 
work gear accompanying the conversion to the new positions of the tool and work gear axes in the present invention; 

Figure 1 7 is an enlarged view of Figure 14; 

5 

Figure 1 8 is a perspective view of the new machine arranged with a flared cup wheel in engagement with a work gear. 
Detailed Description of Preferred Embodiments 

w An exemplary bevel and hypoid gear generating machine in accordance with the present invention is illustrated by 
Figures 1 and 2. The machine includes the general features of a machine base 1 0 with tool support 1 2 and work support 
1 4 mounted on the base. Tool support 1 2 includes carriage 1 8 mounted on slides 1 6 formed in base 1 0 to permit rectilinear 
movement of carriage 18 across the width of base 10. Tool head 22 is carried on slides 20 in carriage 18 to permit 
movement of tool head 22 vertically with respect to the base. Tool spindle 24 is joumaled in tool head 22 for rotatively 

15 mounting rotary tool 26 having stock-removing surfaces 28 projecting from a front face of the tool. For purposes of the 
present invention, rotary tool 26 may be configured as a cutter or grinding wheel of the cup type or flared cup type. The 
tool illustrated in this embodiment, however, is a cup type tool. 

Work support 14 includes table 32 which is mounted on slides 30 formed in base 10 to permit movement of table 
32 along the length of the base. Work head 38 is mounted on arcuate slide 34 and pivot 36 on table 32 to permit arcuate 

20 movement of work head 38 about pivot 36. Work spindle 40 is joumaled in work head 38 for rotatively mounting work 
gear 42. The illustrated work gear is of the bevel pinion type. 

In Figure 3, the machine of Figures 1 and 2 has been schematically depicted to permit a clearer illustration of the 
directions of movement of each movable axis. Also for this purpose, work gear 43 is shown greatly enlarged and is 
moved out of engagement with tool 27. 

25 It can be seen from Figure 3 that tool axis T" and work axis "W" are relatively movable along three rectilinear axes 
"X", "Y", and "Z" and about one pivot axis "P." In the illustrated embodiment, axes X, Y, and Z are mutually orthogonal. 
Work axis W is pivotable about pivot axis P which extends in direction Y perpendicular to both work axis W and tool axis 
T. Pivot axis P intersects work gear axis W in a position along work axis W in the vicinity of work gear 43. Rotary tool 
27 and work gear 43 are each rotatable about their associated axes T and W which pass though the respective centers 

30 of the tool and work gear. 

Comparison of these movable axes may now be made with the more detailed illustration of the embodiment accord- 
ing to Figures 1 and 2. For example, it may now be understood that axes T and W correspond to the axes of rotation of 
rotary tool 26 and work gear 42 on tool spindle 24 and work spindle 40, respectively. Movement of carriage 18 across 
the width of base 10 corresponds to movement of tool axis T in direction X. Similarly, movement of tool head 22 vertical 

35 of the base and movement of work head 38 along the length of the base correspond to respective movements of tool 
axis T in direction Y and work axis W in direction Z. Pivot axis P may be understood to extend through pivot 36 on table 
32 in a direction parallel to the movement of tool head 22 in direction Y. 

Movement along each of the rectilinear slides is imparted by respective drive motors which act through speed reduc- 
ing gearing and recirculating ball screw drives. For example, movement of table 32 in direction Z along the length of the 

40 base is imparted by drive motor 60 which is operatively connected to threaded ball screw 66 through reduction gears 
64. In accordance with conventional practices, ball screw 66 is threadably engaged with a ball nut (not shown) which is 
captured in table 32. Threaded ball screw 66 is secured axially to base 10 and its rotation is transformed by the ball nut 
into a rectilinear movement of table 32. 

Similarly, rectilinear movement of carriage 18 in direction X is imparted by drive motor 44 acting through reduction 

45 gearing 48 and ball screw 50. Tool head 22 is moved in direction Y by drive motor 52, reduction gearing (not shown) 
and ball screw 58. Arcuate motion of work head 38 is imparted by drive motor 68 acting through friction wheel 72 which 
contacts outer surface 74 of slide 34 which partly encircles pivot 36 at a fixed radial distance. The axis of friction wheel 
72 is fixed to work head 38 and rotation of the friction wheel in contact with outer surface 74 of slide 34 advances one 
end of the work head around pivot 36. Drive motors 76 and 80 are also provided for rotating the tool and work gear, 

so respectively. 

Each of the respective drive motors is associated with either a linear or rotary encoder as part of a CNC system 
which governs the operation of the drive motors in accordance with instructions input to a computer. The encoders 
provide feedback information to the computer concerning the actual positions of each of the movable machine axes. 

For example, in the embodiment illustrated, movement of carriage 18 on slides 16 is measured by linear encoder 
55 46, movement of tool head 22 in slides 20 is measured by linear encoder 54, and movement of table 32 on slides 30 is 
measured by linear encoder 62. Arcuate movement of work head 38 about pivot 36 is measured by rotary encoder 70. 
Rotary encoders 78 and 82 are also provided for measuring the rotational positions of work spindle 40 and tool spindle 
24, respectively. In accordance with conventional practices, it would also be possible to substitute rotary encoders for 
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indirectly measuring the rectilinear movements by measuring the rotational positions of the associated drive motors or 
ball screws, or to substitute any other suitable means for measuring the respective positions of the movable axes. 

Although the illustrated embodiment includes a particular arrangement of movable structures for relatively position- 
ing the rotary tool and work gear, in principle, many other arrangements may be used to provide the same freedom of 

5 adjustment. Accordingly, it would be possible to provide for moving either the work support or tool support relative to the 
other along any of the prescribed axes. For example, any of the rectilinear axes may be associated with movements of 
the tool support or work support, and either the tool support or work support may be pivoted with respect to the other. 

However, in accordance with the present invention several important relationships must be met between tool axis 
T and work axis W for appropriately orienting the axes relative to each other. For example, it is important that the work 

10 axis W and tool axis T are relatively movable with respect to three rectilinear axes and one rotational (i.e., pivot) axis, 
and that the rotary tool and work gear are each rotatable about their respective axes. It is also important that either tool 
axis T or work axis W is positioned in a fixed angular orientation with respect to machine base 10 and that pivot axis P 
is associated with the arcuate movement of one or the other of tool axis T and work axis W. Further, it is important that 
both work axis W and tool axis T are inclined with respect to pivot axis P at fixed angles. The respective inclination 

is angles are selected so that the sum and difference of these angles defines a predetermined range of angular orientations 
between the tool and work gear axes about the pivot axis for accommodating generating movements of a theoretical 
generating gear in mesh with a work gear. 

A range of possible angular orientations between tool axis T and work axis W associated with the relative position 
of pivot axis P is illustrated by way of example in Figure 4. All three axes are depicted as directed line segments in the 

20 drawing plane of Figure 4. Pivot axis P intersects tool axis T and work axis W forming included angles "pt" and "pw. M 
These angles measure the respective inclinations of tool axis T and work axis W with respect to pivot axis P. The incli- 
nation angles are defined as the included angles formed at the intersections of the pivot ax^s with the tool and work axes 
in a common plane within which all three axes appear true length. The sense of direction of pivot axis P as a directed 
line segment is selected to minimize the sum of the included angles pt and pw. In the example depicted in Figure 4, 

25 angle pw is equal to approximately 45 degrees and angle pt is a right angle (i.e., 90 degrees). 

Both the maximum and minimum angular separations between two directed line segments are measured in positions 
at which the directed line segments appear in the same plane. Accordingly, both the initial and rotated positions of tool 
axis W about pivot axis P through 180 degrees are shown in the drawing plane. The rotated position of axis W, however, 
is shown in phantom line and designated as *W r " The minimum angular separation between tool axis T and work axis 

30 W is measured by angle "pmin" and the maximum angular separation of rotated tool axis W r is measured by angle 
"pmax." It may now be observed that minimum angular separation pmin is equal to the difference between angles pt 
and pw, and maximum angular separation pmax is equal to the sum of angles pt and pw. 

In the illustrated example, angle pmin is equal to 45 degrees and angle pmax is equal to 135 degrees. Thus, the 
range of angular separations which can be accommodated between the tool axis and work gear axis using a single pivot 

35 axis P oriented perpendicular to one axis and making an angle of 45 degrees with the other is between 45 and 135 
degrees. It may also be noted that 180 degrees of relative rotation between the tool and work gear axes is required to 
achieve only a 90 degree range of angular separation. 

However, by orienting pivot axis P perpendicular to both the tool and work gear axes in accordance with the preferred 
embodiment, a full range (i.e., 0 to 180 degrees) of angular separation between the tool and work gear axes is possible. 

40 In addition, each angular degree of relative rotation between the tool and work gear axes exactly corresponds to the 
same amount of angular separation between the axes. This minimizes the amount of angular machine travel required 
to achieve a particular angular separation between the axes. 

Ordinarily, a range of angular separations between the tool and work axes of approximately 0 to 100 degrees is 
required to appropriately represent the working range of a conventional bevel and hypoid generating machine. Accord- 

45 ingly, if the pivot axis is positioned other than perpendicular to both the tool and work axes, it is preferred that the difference 
between the respective inclination angles approaches 0 degrees and the sum of the inclination angles approaches 100 
degrees. A more general way of stating this is that the difference between the inclination angles of the tool and work 
gear axes with respect to the pivot axis should be less than either one of the respective inclination angles. 

A CNC system for governing the operation of the respective drive motors is schematically illustrated in Figure 5. 

so The system includes a microcontroller 90 which receives setup inputs 92 in the form of a series of constants which define 
a desired relationship between a particular work gear and a theoretical generating gear represented by the relative 
positions of the work gear and rotary tool. The microcontroller comprises the usual features of a microprocessor, input- 
output ports, memory and digital-to-analog converters. Additional operating inputs 94 to microcontroller 90 are provided 
for controlling movements of the tool and work gear during actual gear making operations (e.g., operating speeds, feed 

55 rates, start-slop positions, machine cycles, etc.). The setup and operating constants may. if desired, be representative 
of those used in a conventional gear making machine. Both inputs may be acquired interactively with an operator through 
a keyboard and CRT (not shown) or indirectly through storage medium 96 (e.g. RAM). The series of constants defining 
the setup and operation of the machine may be stored in advance of operation for a number of different jobs so that a 
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variety of jobs may be performed sequentially without requiring further operator intervention in accordance with standard 
CNC practices. 

Microcontroller 90 is controlled by a program 98 for receiving the input data and calculating the desired path of each 
of the controlled axes to appropriately represent the theoretical generating gear in mesh with the work gear. The calcu- 

5 lated information concerning the desired next position of each of the machine axes X, Y, Z, P, T and W, is compared in 
a servo-position control loop with information regarding the actual positions of the respective axes obtained from encod- 
ers 46, 54, 62, 70, 78 and 82 and the differences between the actual and calculated positions of each movable axis are 
used to control respective drive motors 44, 52, 60, 68, 76 and 80 associated with each of the axes. 

During intermittent indexing operations, the rate of change of axes X, Y Z, P and W along their designated paths 

w is determined in accordance with the desired rate of rotation the theoretical generating gear input at 94. The rotation of 
the rotary tool about axis T is independent of the movements of the other axes. However, during continuous indexing 
operations, one portion of the rotational rate of the work gear about axis W is determined by the amount of rotation 
desired for the theoretical generating gear and a second portion of its rotational rate is determined as a fixed proportion 
of the rotational rate of the rotary tool about axis T. 

is CNC systems for controlling movement of multiple machine axes along prescribed paths are now commonplace. 
Such state-of-the-art systems are incorporated in the present invention to control movements of selected axes along 
prescribed paths for forming tooth spaces in bevel and hypoid gears according to a rolling process in which the work 
gear is rolled in mesh with a theoretical generating gear having an axis of rotation which is allowed to vary with respect 
to the machine base. 

20 The present invention in its preferred embodiment provides for receiving inputs 92, 94 in the form of constants which 
specify the setup and operating characteristics of a conventional generating machine (i.e., one which tilts the tool axis 
with respect to a rotatable cradle axis). Program 98 includes a series of instructions for defining an alternative coordinate 
system within which the positions of the tool and work gear axes specified for a conventional machine may be transformed 
and positively located by three coordinate measures and one angular measure about a predetermined pivot axis. The 

25 program also includes a series of instructions for performing a mathematical transformation of known positions of the 
tool and work gear axes with respect to a conventional generating machine into measures along three rectilinear axes 
and about one pivot axis in the new coordinate system. The known rotational positions of the tool and work gear about 
their respective axes in the conventional machine also forms a part of this transformation for specifying corresponding 
rotational positions of the tool and work gear in the new coordinate system. However, during intermittent indexing oper- 

30 ations, the relative rotational position of the tool may be controlled independently of the other axes and may be eliminated 
from the transformation. The resulting measures along the three rectilinear axes and angular measures about the pivot 
axis, the work gear axis and, if necessary, the tools axis are used to control corresponding machine axes in the new 
machine. 

Figures 6a and 6b are schematic flow charts of a computer program which may be used to determine machine axes 
35 positions of the present invention in response to input parameters of a conventional bevel and hypoid generating machine. 
In particular, the flow chart depicts the general logic which is required to accomplish generating operations on the new 
machine with input information readily available for conventional generating machines. 

The program includes two parts which are illustrated respectively in Figures 6a and 6b. Figure 6a is a flow chart of 
a main program which controls machine operation, and Figure 6b is a flow chart of a timed "interrupt" cycle which is 
40 executed in parallel with the main program at recurring intervals. The main program provides a series of instructions for 
controlling the movable axes of a conventional machine, and the interrupt cycle performs a series of calculations for 
determining the corresponding positions of the movable axes of the machine of the present invention and outputs these 
new positions to the CNC servo-position control loop of the new machine. The interrupt cycle temporarily halts execution 
of the main program at predetermined intervals and returns control to the main program upon completion of the series 
45 of calculations. 

The main program of Figure 6a receives two types of input at block 100. These are: (a) initial setup parameters of 
a conventional machine which include the positions of its various axes, the relative speed of cradle rotation with respect 
to work gear rotation for generation and the relative speed of tool rotation with respect to work gear rotation for continuous 
indexing, etc., and (b) operating parameters such as operating speeds, feed rates, start-stop positions, machine cycles, 
so etc. 

The initial setup parameters are passed to the interrupt cycle of Figure 6b as input blocks 1 02, 1 04 and 1 06, respec- 
tively The operating parameters, however, are retained in the main program. The first exemplary operation performed 
by the main program is designated at 1 08 in Figure 6a. This operation provides for starting tool rotation and for moving 
an imaginary cradle and sliding base of a conventional machine to their respective start positions. Variables At, Aq and 
55 AXb, which represent respective incremental changes in the tool and cradle rotational positions and sliding base recti- 
linear position, and variables q s and X^ which represent respective positions of the cradle and sliding base upon com- 
pletion of the operation, are calculated by this operation. The interrupt cycle illustrated by Figure 6b periodically monitors 
these variables at input block 1 10 and performs additional calculations using the updated values of these variables to 
determine corresponding positions of the movable axes of the new machine. 
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The calculated values of the variables At, Aq and AXb may represent desired incremental changes in the positions 
of the conventional machine axes over a given time interval between successive interrupt cycles. Thus, the rates of 
movement of the imaginary conventional machine axes may be controlled by the calculated magnitudes of these vari- 
ables. The operation 108 relies on the operational parameters input at 100 to set the respective values of these variables 
for controlling such things as tool speed and the starting and stopping rates of the imaginary cradle and sliding base. 

The calculated values of q s and X te control the desired end positions of the cradle and sliding base associated with 
operation 108. The interrupt cycle also monitors the values of these variables to discontinue further movements of the 
cradle and sliding base once their desired positions have been reached. Operational parameters input at 100 may be 
used to specify particular values of variables q s and for each operation. 

A decision block 1 12 follows operation 108 and holds the main program at operation 108 until the axes of the new 
machine have reached their desired corresponding "start" positions specified by variables Cfe and X^. Typically, the start 
position of the imaginary cradle is at the center of generating roll and the sliding base is positioned out of engagement 
with the work gear. 

The next step of the exemplary main program is to control the feed movement of the sliding base into full depth 
engagement between the rotary tool and work gear. This step, shown at block 1 1 4, requires the calculation of new values 
for variables AXb and X^. The imaginary cradle is maintained at the center of the generating roll by holding variable q s 
equal to its calculated value of the previous operation, and the tool rotational speed is maintained by a constant value 
of variable At. Calculations performed by the interrupt cycle are updated by the contents of variable AXb *° obtain the 
next desired positions of the new machine axes representative of desired feed movements of the sliding base of a 
conventional machine until the full depth feed position represented by the current value of variable X^ has been reached. 

Decision block 116, in a manner similar to decision block 112 discussed above, holds the operation of the main 
program at operation block 1 14 until the axes of the new machine have reached their desired positions corresponding 
to the sliding base position of a conventional machine specified by variable X^. A similar format of operation and decision 
blocks is assembled in the main program for each set of movements of the conventional machine axes required to 
complete the generation of tooth spaces in work gears. 

For example, operation block 118 and decision 120 cooperate to control the movement of the imaginary cradle of 
the conventional machine to generate work gear tooth surfaces by envelopment. During this operation variable X^ may 
be maintained at the full depth engagement value calculated in the previous operation. Variable Aq is controlled to 
produce the required rotation of the machine cradle to represent the rolling engagement of a theoretical generating gear 
in mesh with the work gear. The end position of cradle roll is specified by the calculated value of variable q s . 

Operation 122 and decision 124 provide for relatively withdrawing the tool from the work gear after completion of 
generating operation 1 20. Finally, decision 1 26 provides for ending the machine operation or returning to earlier portions 
of the main program to generate a similar work gear or one of a different specification. If a similar work gear is to be 
produced, it is not necessary to repeat the input of setup and operating constants at block 100. 

The timed interrupt portion of the program, which operates in parallel with the main program, performs a series of 
calculations on a repetitive basis at a predetermined interval of time (e.g., fourteen milliseconds). Execution of the main 
program is temporarily halted by the interrupt cycle at the predetermined time intervals to perform a series of calculations 
and control is returned to the main program after completion of each cycle. Decision block 128, however, bypasses the 
calculation sequence of the interrupt cycle and returns control to the main program in the event that a machine operation 
is not in progress. 

The first set of calculations performed within the interrupt cycle are shown in block 130. The operation combines 
information concerning the reference positions of the movable machine axes of the conventional machine from input 
block 1 02 with changes in the positions of these axes specified by the main program at input block 11 0 to produce values 
corresponding to the desired positions of the conventional machine axes. Input block 1 1 0 includes the current values of 
variables At, Aq, AX^ q s and X^ from the main program. Reference positions of the tool, cradle and sliding base from 
input block 102 are designated as t^ and X^, respectively. These values are relied on only once in the interrupt cycle 
to initialize reference positions of the conventional machine axes and thereafter assume the last calculated values of 
machine axes positions. The results of calculations performed in operation block 1 30 are passed to transformation oper- 
ation at 1 32 as variables t t q and Xb which represent the next desired positions of the movable conventional machine axes. 

However, once the calculated positions of variables q or Xb reach equivalence with their associated end positions 
specified by variables q s and Xb S , the current contents of variables Aq or AXb are ignored (i.e., set equal to zero). This 
enables variables q and Xb to be maintained at desired positions at the completion of each operation. 

In addition to variables t, q and Xb from operation 130, the transformation operation also receives input from block 
102 in the form of a series of setup constants associated with the fixed setup axes of the conventional machine. These 
constants are designated as s, E m , g m! , i and j. Conventional machine settings represented by these setup constants 
are described in connection with Figures 7 through 9, infra. A mathematical transformation operation, which is also 
described in more detail below, is performed for each of the movable machine axes of the new machine as a function 
of the setup constants from block 104 and the next positions of the movable conventional axes from operation 130. The 
results of these operations are received by (a) variables x, y and z which specify corresponding positions of the respective 
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rectilinear axes X, Y and Z of the new rriachine,-(b) variable g^ which specifies the corresponding angular position of 
the work gear axis relative to the tool axis about pivot axis P and (c) variables alpha and beta which specify phase angle 
adjustments to the rotational positions of work axis W and tool axis T associated with the transformation to the coordinate 
system of the new machine. 

5 A subsequent operation 1 34 is performed to determine the desired rotational position of the work gear axis in accord- 

ance with phase angles alpha and beta and other setup constants from input block 1 06. The remaining setup constants 
supplied by block 106 include ratio of roll constant R a which specifies the ratio of relative rotation between the imaginary 
cradle and work gear required for generation, indexing constant R c which specifies the ratio of relative rotation between 
the tool and work gear for continuous indexing and reference constant w 0 which specifies a known rotational position 

10 between the tool and work gear. Other constants (not shown) may be used to further adjust the work gear axis rotational 
position for duplicating special motions of conventional machines such as "modified roll." 

Although phase angle beta refers to an adjustment to the rotational position of the tool axis, it may be desired to 
maintain the rotational speed of the tool constant. Phase angle adjustment beta may be applied to the rotational position 
of the work gear axis while maintaining the same relative positions between the tool and work gear axes by additionally 

15 rotating the work gear axis through angle beta multiplied by the inverse of the indexing constant R c . Accordingly, the 
position of work gear axis W may be calculated from the reference position of the work gear axis w Q combined with a 
function of the ratio of roll constant R a and the change in cradle position Aq, a function of the indexing constant Rc and 
the change in tool rotational position At, a function of the indexing constant R c and phase angle beta, and the phase 
angle alpha. 

20 The calculated values of x, y, z, g m , t and w are then output to the servo-position control loop of the CNC system 
for controlling the respective axes X, Y, Z, P, T and W of the new machine. Program execution then returns to the main 
program until the next interrupt. 

In an alternative embodiment, the number of calculations required for controlling the operation of the new machine 
may be reduced by substituting operating constants for the Z axis of the new machine in place of operating constants 

25 for controlling movements of the sliding base of a conventional machine. That is, instead of calculating values of AX& in 
the main program, values of Az in the direction of the Z axis of the new machine may be calculated to approximate rates 
of movement of the sliding base in a conventional machine. Variable therefore, remains equal to reference constant 
Xb 0 and the only variable in the transformation function which is subject to change is q. 

Since each of the output variables of the transformation operation 132 change only in response to changing values 

30 of variable q, lookup tables which list precalculated values for the output variables over an expected range of values for 
variable q may be substituted for the mathematical transformations performed by this operation. The table of precalcu- 
lated values may be reduced in size while retaining desired accuracy by applying well known interpolation techniques 
for values of q which do not exactly match listed values of q in the table. 

The variable Az may then be used to modify the value of z listed in the table to appropriately position the Z axis of 

35 the new machine. The listed values of the other output variables of operation 1 32 (x, y, g m , alpha and beta) are treated 
in the remaining portion of the interrupt cycle in the same manner as if they were calculated in "real time." However, the 
use of a lookup table as a replacement for lengthy calculation procedures shortens the required time interval of the 
interrupt cycle and may contribute to improved accuracy and speed of machine operation. 

In the context of the present invention the term "machine determining" refers to the operations of computer input 

40 and calculation required for arriving at desired positions of the movable machine axes. Thus, the operation of the new 
machine for generating purposes may be summarized by the steps of: (a) machine determining initial setup positions 
of movable machine axes of the new machine based on setup parameters of differently configured axes of a conventional 
bevel and hypoid generating machine, (b) moving one axes of the new machine to the initial setup positions, (c) machine 
determining further operating positions of the axes of the new machine based on operating parameters which relate to 

45 relative movements of the differently configured axes of the conventional machine, (d) moving the axes of the new 
machine to the further operating positions and (e) repeating steps "(c) w and "(d)" for completing the generating operation. 

It may be appreciated that conventional machine inputs to the new machine of the present invention permit the use 
of vast amounts of know-how for developing desired tooth geometry which has been accumulated in terms of the setup 
and operation of conventional machines. In addition, this know-how maybe more broadly applied in the machine of the 

so present invention which obviates many of the physical limitations, such as limited ranges of tool tilt, which characterize 
particular conventional machines. Further, all of the known special motions of particular generating machines, such as 
"helical motion" and "modified roll" may be readily accommodated in the present invention by defining the known positions 
on the conventional machine and performing the required transformation into the coordinate system of the new machine. 
Figures 7 through 9 depict known geometric relationships which describe setup parameters for positioning a tool 

55 and work gear on a conventional bevel and hypoid gear generating machine. In each figure, the geometric relationships 
are superimposed on a partial outline of the conventional machine. 

The outline depicts tool support 120 and work support 122. Cradle 124 is mounted in tool support 120 for rotation 
about cradle axis "C t " which is also the axis of an imaginary generating gear defined by the machine setup. Tilt mechanism 
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126 and rotary tool 128 are carried by cradle 124. Rotary too! 128 is journaled in tilt mechanism 126 for rotation about 
tool axis T|." Work gear 130 is journaled in work support 122 for rotation about work gear axis "W,." 

It may be observed from the figures under discussion that tool 128 has been reduced in size with respect to the 
typical proportions of a conventional machine and has been rotated about cradle axis C| out of operative engagement 

5 with work gear 1 30 to permit a clear illustration of the geometric relationships involved in the setup of the conventional 
machine. During operation, tool 128 is positioned in operative engagement with work gear 130 and is rotated about 
cradle axis C| in a timed relationship (e.g.. ratio R a , supra) with the rotation of work gear 110 about its axis W|. In this 
way, a relative rolling motion is imparted between tool 128 and work gear 130 as though the work gear were in mesh 
with a theoretical generating gear having an axis of rotation coincident with cradle axis Cj. Continuous indexing operations 

10 also require a timed rotation (e.g., ratio R c , supra) of tool 1 28 and work gear 1 30 about their respective axes. The timed 
rotations of work gear 130 due to generation and continuous indexing are superimposed on one another to control 
resulting work gear rotation. 

Tool axis T| includes a point "Af along its length at end face 132 of tool 128. Point A] is considered the tool center 
and is understood to lie in a vertical plane "VR" which extends perpendicular to cradle axis C, at point "Of along the 
15 cradle axis. Plane VR is referred to as the "plane of cradle rotation". Point A, is located in this plane by length "s" of line 
segment Oj-Aj and polar angle "q" measured from horizontal plane "IT which extends parallel to work gear axis W| and 
includes cradle axis C|. 

Work gear axis W| is positioned at a distance "E m " from horizontal plane H. This distance is generally referred to as 
"work offset". In addition, work gear axis W ( is inclined to the plane of cradle rotation VR by angle "g m i". A point "P 0 " 
20 along work gear axis Wj is defined by the intersection of work gear axis W, with vertical plane "VA" which includes cradle 
axis Cj and extends perpendicular to horizontal plane H and the plane of cradle rotation VR. Point P 0 is offset from the 
plane of cradle rotation by the distance "X^ This parameter varies with the depth of tool penetration into the work gear. 

The desired orientation of tooth surfaces on the theoretical generating gear is achieved by inclining tool axis T| with 
respect to line "N" which extends perpendicular to the plane of cradle rotation at point A|. Angle "i" is shown true length 
25 in the elevational view of Figure 9. The angular orientation of the inclined tool axis in the plane of cradle rotation (Figure 
7) is given by angle "j" which is measured with respect to a line "M" extending perpendicular to line segment 0,-A, in 
plane VR. Angles i and j are referred to as the angles of "tilt" and "swivel", respectively. 

During operation of the conventional machine, inclined tool axis T| is rotated about cradle axis C ( through a changing 
angle q in a timed relationship with the rotation of work gear 1 30. The change in angle q has the effect of changing the 
30 angular orientation of tool axis T| with respect to the fixed reference planes VA and H of the conventional machine. This 
enables the tool to represent the inclined tooth surfaces of a theoretical generating gear being rotated about a fixed axis 
coincident with cradle axis C|. 

For purposes of further identification of the initial setup requirements of a conventional machine, a Cartesian coor- 
dinate system defined by three mutually orthogonal unit vectors "e^", "e2" and "e3" is oriented coincident with reference 
35 planes VR, VA and H. Unit vectors ei and e 2 appear in the respective traces of horizontal plane H and vertical plane VA 
through vertical plane VR. Unit vector e3 appears in the trace of vertical plane VA through horizontal plane H. 

Work gear axis W| has been extended to include unit vector "g" along its length. Unit vector gj may be defined by 
the following relationship: 

40 g, »-oo6g ml e 1 -sing ml e 3 . 

Unit vector "a l " is added to identify the rotational position of work gear 1 30 about axis W| and is defined by the following 
vector cross product: 

45 a, = e 2 xg, 

Unit vectors gi and S\ identify the orientation of work gear 130 on the conventional machine and are shown true length 
in Figure 8. 

The views of Figures 10, 11, and 12 correspond to the views of Figures 7, 8 and 9. However, the outline of the 
so conventional machine has been removed for improved clarity of the constructions and additional reference lines have 
been added which will now be discussed. 

Vector t[ extends from tool center Aj to point P Q on work axis W| and thereby locates point P 0 with respect to tool 
center Aj. In terms of the previously discussed settings of the conventional machine, vector r\ is defined as follows: 

55 r, = (-scosq) + (ssin q - E m ) e 2 + X b e 3 . 

Although in the example under consideration pivot point P 0 lies in the trace of plane VA in Figure 8, it is contemplated 
that other positions of the pivot point along the gear axis may be used to minimize machine motions for a particular 
range of work gears. For example, the pivot point P Q may be moved through the distance P g (not shown) along the gear 
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axis from the intersection on the gear axis with plane VA. In that case the right side of above equation must be modified 
by subtracting the term P g g, to redirect vector rj to the new pivot axis location. 

One example of the desired machine configuration in the present invention in accordance with the illustrated embod- 
iment provides for positioning tool axis T, perpendicular to the plane of cradle rotation VR. This may be accomplished 
5 while preserving the relative orientation of the tool and work gear with respect to the conventional machine by rotating 
both the tool and work gear axes about a line which extends perpendicular to the trace of tool axis T| in plane VR (i.e., 
the plane of Figure 10). 

Accordingly, unit vector V has been added in plane VR along a perpendicular to the trace of tool axis T,. Unit vector 
v is expressed mathematically as follows: 

10 

v = cos(q-j)e 1 -sin(q-j)e 2 . 

Tool axis T| is aligned parallel with cradle axis C| by rotating both the tool and work gear axes about vector v by an 
angular amount equal in magnitude but opposite in direction to angle of tilt i. However, since an amount of rotation has 
15 been selected to reorient the tool axis to a desired angular orientation (i.e., perpendicular to plane VR), it is only necessary 
to rotate reference vectors Q\, a\ and r { . The rotated positions of these reference vectors are given, respectively, by vectors 
"g", "a" and "r" according to the following relationships: 

g = (I - cos i)(g , - v) v + cos i g , + sin i (v x g ,) 

20 

a = (l-cosi)(a, • v) v + cos i a, + sin i (vxa,) 

r = (I - cos i)(r | • v) v + cos i r , + sin i (v x r ,). 

25 The views of Figures 13 and 14 correspond respectively to the views of Figures 10 and 12. However, because of 
the number of important lines which must be shown in the relatively small view of Figure 14, this same view has been 
greatly expanded in Figure 1 7. The new rotated locations of the tool and work axes are respectively designated at T and 
W in contrast to their subscripted designations (T| and W|) at their initial positions. Similarly, reference vectors g, a and 
r are shown in their new positions in contrast to their initial positions designated by corresponding subscripted characters 

30 (g,, aj and r,). Vector r now extends from the new position of the tool center at point "A" to point P Q . Although not part of 
the just described rotation, the new position of the cradle axis (as if it were to be rotated) is designated at "C" in Figure 
1 7. This corresponds to the rotated position of the theoretical generating gear axis. 

The plane of Figure 13 may now be considered as the front plane of the new gear making machine of the present 
invention. Thus, tool axis T is now perpendicular to the front plane of the new machine. However, it is also desired that 

35 work axis W lie entirely in a horizontal plane of the new machine. This is readily accomplished by defining the trace of 
a new horizontal plane to coincide with a new orientation of the work axis reference vector g projected into the plane of 
Figure 13. 

A new orthogonal coordinate system is now attached to the front plane of the new machine. The origin of the new 
orthogonal coordinate system including axes X, Y and Z is centered at point P G and the X axis of the new coordinate 
40 system is aligned with the projection of vector g in the plane of Figure 1 3. The Y axis of the new system also lies in the 
plane of Figure 13 (i.e. the front plane of the new machine) located 90 degrees counter-clockwise of the X axis. 

Figure 15 shows the new horizontal plane of a machine configured in accordance with the present invention whose 
trace appears as the X axis in Figure 1 3. Work axis W lies entirely in the plane of Figure 1 5 and makes an angle g m with 
the front plane of the new machine. The third orthogonal axis Z of the new coordinate system is defined in the plane of 
45 Figure 15 located 90 degrees clockwise of the X axis. 

For purposes of further calculations, unit vectors u x , Uy and u z are respectively attached to the new orthogonal 
coordinate axes. The orthogonal unit vectors may be mathematically defined as follows: 



u y = (gxu 2 )/|gxu 2| 
u x = u y xu 2 . 

55 The location of tool center A in the new coordinate system is identified by measures x, y and z along the respective 
coordinate axes as given by the following relationships: 

x = -r ■ u x 
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y=r ■ u y 
z = r ■ u 2 . 

Point P 0 , the origin of the new coordinate system, may also be considered as the point in the new machine about 
which work axis W may be pivoted in the new horizontal plane. Pivot axis P extends through point P 0 along the Y 
coordinate axis. Thus, in the horizontal plane of Figure 1 5 in which both tool axis T and work axis W appear true length, 
pivot axis P extends perpendicular to both axes and the plane of their view. The angular separation between the too! 
and work gear axes "g m " shown in Figure 15 may be calculated as follows: 

sing m =-g ■ u z . 

The relative positions of tool axis T and work gear axis W may now be completely defined by four component 
measures, namely, x, y, z and g m . The movable machine axes of the new machine provide for independently adjusting 
the relative positions of the tool axis and work gear axis along each of these component directions. It may now be 
appreciated that the orthogonal coordinate system defined in Figures 13 through 16 exactly corresponds to directions 
X, Y and Z illustrated in Figure 3 for defining the direction of movement of the various machine axes in the present 
invention. Pivot axis P, work axis W and tool axis T in the layout of Figures 13 through 16 also correspond to the same 
named axes defined for the present invention in the earlier figure. 

In addition to controlling the relative positions of tool axis T and work gear axis W, it is also important to control the 
rotational position of the work gear about its axis W. Figures 8, and 1 1 illustrate rotational reference vector a, in its initial 
position in the horizontal plane of the conventional generating machine. Rotation of work gear axis W, about vector v 
moves vector a, out of horizontal plane H of the conventional machine to position a. Figure 16 is a view looking down 
work gear axis W showing the rotated position of vector a with respect to the horizontal plane X-Z of the new machine. 
The amount of inclination of the key way line segment is given by angle "alpha." "mis angle represents a phase shift of 
the work gear angular position with respect to the initial angular position of the work gear in the conventional machine 
Angle alpha may be defined as: 

sin alpha = -a, ■ u^ 

A similar phase adjustment angle "beta" is required to obtain the new angular position of the tool when a continuous 
indexing method is used. The continuous method superimposes a timed relationship between the tool and work gear 
rotation in addition to the conventional generating motions of the machine. Angle beta is given by: 

sin beta = -v ■ u y . 

Ordinarily, however, it is desirable to maintain the rotational speed of the tool constant and the phase adjustment 
angle beta is transferred to the rotation of the work gear. This may be done by subtracting a proportional amount of this 
adjustment in the same predetermined ratio of tool and work gear rotation required for continuous indexing. 

Thus, the relative positions of tool 128 and work gear 130 defined for the conventional generating machine by 
parameters s, q, E m , g mI , Xb, i and j may now be defined in a new generating machine by three rectilinear parameters 
x, y and z, and three rotational parameters g m , alpha and beta. In the process of generation using the conventional 
machine shown in Figures 7 through 9, cradle 1 24 and work gear 1 30 perform coordinated rotations about their respective 
axes. This is known as a relative rolling motion as though a theoretical generating gear were in mesh with the work gear. 
The setup parameter of a conventional machine which controls this function is referenced as R a in Figures 6a and 6b. 
Each position of cradle roll corresponds to a different polar angle q and a different work gear rotational position. Con- 
tinuous indexing operations superimpose on this relationship a timed relationship (referenced as R c in Figures 6a and 
6b) between the rotation of the tool and work gear. 

The above described transformation to components x, y, z, g m , alpha and beta of the present invention is performed 
for each roll position of the cradle and the associated rotational positions of the tool and work gear on the conventional 
machine. New component values of x, y, z and g m , specify the exact positions of the tool and work gear axes on the new 
machine required to represent the same relative positions of these axes on a conventional machine. Phase angles alpha 
and beta modify the known rotational positions of the tool and work gear associated with generation and continuous 
indexing on a conventional machine to compensate for changes in their relative positions which accompany the trans- 
formation to a new coordinate system. Accordingly, it may now be appreciated that the generating roll of a conventional 
generating machine may be exactly represented by components x, y, z, g m , alpha and beta in accordance with the above 
derivation. 

It may be further noted that at each instant of the generating roll through angle q, tool axis T, in the above example, 
remains in a fixed angular orientation while work axis W varies in angular orientation within a horizontal plane X-Z which 
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is parallel to tool axis T. This feature permits both the minimum and the maximum angular separation between the tool 
and work gear axes while requiring the least amount of relative angular motion to change their relative angular separa- 
tions. 

Although the above mathematical relations have been disclosed in terms of vector operations, the long-standing 

5 format of choice of gear theoreticians, the same relations may be readily expanded into equivalent trigonometric expres- 
sions or collected into a single matrix transformation. For example, an appropriate transformation matrix may be defined 
by arranging the direction cosines of coordinate unit vectors (e.g.. u x , u y and uj of the new machine with respect to 
coordinate vectors (e.g., e 1f e 2 and e3) of the conventional machine in matrix format. Reference vectors of the tool and 
work gear on the conventional machine (e.g., g )f a< and rj) may then be transformed into new reference vectors (e.g., g, 

10 a and r) in the coordinate system of the new machine by multiplication with the predefined matrix. 

However the transformation is accomplished, it is important that the pivot axis and either the tool or work gear axis 
are defined in fixed angular orientations within a coordinate system attached to the new machine. Preferably, the three 
rectilinear movable axes of the new machine provide for relative movement between the tool and work gear in directions 
which correspond to the coordinate axes of the attached coordinate system. It is also important that the pivot axis is 

is oriented with respect to both the tool and work gear axes to accommodate a range of angular separations between the 
tool and work gear axes. This range is defined by the sum and difference between the respective inclination angles 
made between the pivot axis and tool and work gear axes. Preferably, the pivot axis is aligned with one of the coordinate 
axes of the attached coordinate system and forms right angles with both the tool axis and work gear axis. 

An alternative embodiment is illustrated by Figure 18 in which flared cup grinding wheel 130 is mounted on tool 

20 head 1 32. Otherwise, the illustrated machine is identical to the machine of Figures 1 and 2. Typically, flared cup grinding 
wheels are used on conventional bevel and hypoid generating machines in non-generating operations. Instead of using 
the conventional machine cradle to effect the relative rolling motion of generation, the machine cradle is used to impart 
an oscillatory motion which rocks the flared cup wheel back and forth along tooth length. This approach is used primarily 
to improve contact conditions in the grinding area of non-generated gears. 

25 The same transformation from the coordinate system of a conventional machine to the machine of the present 
invention may be performed for each increment of cradle rotation. Although work gear rotation is no longer associated 
with cradle rotation, phase angle alpha, described above, must be used to adjust the rotational position of the work gear 
to compensate for changes in its relative rotational position with respect to the tool axis accompanying the transformation. 
It is also contemplated that the bevel and hypoid generating machine of the present invention may be used to produce 

30 longitudinally curved tooth parallel axis gears. A method of producing such gears according to a continuous indexing 
operation on a conventional bevel and hypoid generating machine is described in U.S. Patent 4,21 1 ,51 1 . Once again, 
the same transformation of movable axes may be performed in accordance with the present invention so that conventional 
machine inputs may be used to control a much simplified arrangement of machine axes. 

Although only a limited number of exemplary embodiments of the present invention have been described above, it 

35 will be appreciated by those familiar with the art that many other embodiments are readily apparent in accordance with 
the teachings of the present invention. 

Claims 

40 1 . A machine for forming longitudinally curved tooth spaces in bevel and hypoid gears using a flared tool (1 52) having 
stock removing surfaces, said machine comprising: 
a machine base (10); 
a tool support (12) mounted on said base; 

means for rotating said flared tool (152) in said tool support about a tool axis (T); 
45 a work support (14) mounted on said base; 

means for rotating a work gear (42) in said work support about a work axis (W); 
characterized by: 

means for imparting relative translational movement between said tool support and said work support along 
three orthogonal axes (X, Y, and Z); 
so means for imparting relative angular movement between said tool support (12) and said work support (14) 

about a pivot axis (P); 

said machine comprising computer controlling means for substantially simultaneously controlling said relative 
translational movements between the tool and work support, and said angular movement between the tool and work 
axes (T, W) during said forming for imparting relative motion between said flared tool and said work gear to oscillate 
55 said flared tool back and forth along the length of a tooth of said work gear, said back and forth relative motion 
emulating oscillatory movement of a cradle mechanism in a mechanical gear manufacturing machine comprising 
said flared tool and said work gear, and, 

means for adjusting the rotational position of said work gear as a function of said oscillatory movement of 
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said cradle mechanism so as to impose corrective modifications upon the rotational position of said work gear for 
maintaining a relative rotational position of said work gear with respect to said tool axis during said forming. 

2. A machine according to claim 1 wherein said computer controlling means further comprises means for determining 
s initial setup parameters of differently configured axes of a conventional flared tool bevel and hypoid gear forming 

machine of the type including a cradle rotatable about a cradle axis, a tool support having a tool axis adjustably 
mounted on said cradle for inclining said tool axis with respect to said cradle axis, and a work support having a work 
axis, 

means for determining further operating positions of said computer controlled axes based on operating 
10 parameters which relate to relative movements of said differently configured axes of the conventional machine; 

said further operating means providing for performing a coordinate transformation for relating operating posi- 
tions which would be effected by said conventional machine axes to said further operating positions of the computer 
controlled axes. 

is 3. The machine of claims 1 or 2 wherein said flared tool is a cutting tool. 

4. The machine of claims 1 or 2 wherein said flared tool is a grinding wheel. 

5. A method of forming longitudinally curved tooth spaces in bevel and hypoid gears using a flared tool having stock 
20 removing surfaces comprising the steps of: 

mounting a tool (152) in a tool support (12); 

mounting a work gear (42) in a work gear support (14), said work gear being rotatable about a work gear 
axis(W); 

rotating said flared tool about an axis (T) which passes through said tool; characterized by: 
25 relatively moving said tool support with respect to said work support translationally along three orthogonal 

axes (X, Y, Z) for initially positioning said work and tool supports (14, 12) rectilinearly with respect to each other, 

relatively pivoting said work support angularly with respect to said tool support about a pivot axis (P) for 
initially positioning said work and tool supports (14, 12) angularly with respect to each other; 

using a computer to substantially simultaneously control said rectilinear movement between said tool and 
30 work supports, and said pivoting between said tool and work supports (12, 14) so as to operatively engage said 
flared tool with said work gear for imparting relative motion between said flared tool and said work gear to oscillate 
said flared tool back and forth along the length of a tooth of said work gear, said back and forth relative motion 
emulating oscillatory movement of a cradle mechanism in a mechanical gear manufacturing machine comprising 
said flared tool and said work gear, and, 
35 characterized in that said substantially simultaneously controlling further comprising adjusting said rotation 

the work gear (42) as a function of said oscillatory movement of said cradle mechanism so as to impose corrective 
modifications upon the rotational position of said work gear for maintaining a relative rotational position of said work 
gear with respect to said tool axis during said forming. 
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